(19) 



J 



(12) 



(43) Date of publication: 

03.02.1999 Bulletin 1999/05 

(21) Application number: 98202497.8 

(22) Date of filing: 24.07.1 998 



Europdisches Patentamt 
European Patent Office 
Office europSen des brevets (1 1) EP 0 894 590 A1 

EUROPEAN PATENT APPLICATION 

(51) Inta 6 : B28B 11/08 



(84) Designated Contracting Slates: 


(72) Inventor: Vanpee, Camille 


ATBECHCYDE DKES R FRGB GR IE IT U LU 


B-3650 Dilsen (BE) 


MCNLPTSE 




Designated Extension States: 


(74) Representative: Callewaert, Jean 


ALLTLVMKROSI 


Bureau Callewaert p*v.b.a 




Brussetsesteen weg 1 08 


(30) Priority: 28.07.1997 BE 9700646 


3090 Overijse (BE) 


(71) Applicant 




Steenfabrieken Vandersanden-Vljf V.D.S.-Vijf 




naamloze vennootschap 




3740 Bilzen (BE) 





(54) Ageing process for brick 

(57) The invention concerns an installation and a 
method for manufacturing bricks made of fired clay or 
mud, more specifically fagade bricks, according to 
which the clay or mud is pre-treated (step(l) and has 
added to it ingredients which themselves may or may 
not be known, after which thef>re-*reateH d?y or mud is 
divided into luiips (stCv>;2). wracK are prfcsscci into 
moulds in order to obtain blocks of certain dimensions 
and shape, and the blocks thus obtained are dried 



(step(3) and then fired to obtain said brick, in the proc- 
ess of which between the aforesaid drying (step(3) and 
firing (step(6), said blocks are subjected to a surface 
treatment (step(4) in such a manner that they undergo a 
change of surface structure and, after firing, take on 
rr^rn *n^?lr-K!y tha appearance of old or rustic brid^ 
such fo? teH.Ti:!t -i s sscre bdsfe. * i , -*.: 
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Description 

[0001] The invention concerns a method for manufac- 
turing bricks made of fired clay or mud, more specifically 
facade bricks, according to which the clay or mud is pre- s 
treated and has added to it ingredients which them- 
selves may or may not be known, after which the pre- 
treated clay or mud is divided into lumps, which are 
pressed into moulds in order to obtain blocks of certain 
dimensions and shape; the blocks thus obtained are 10 
dried and then fired to produce the above-mentioned 
brick. More specifically, the invention concerns a 
method for producing bricks which have the appearance 
of old or rustic bricks, such for example as scove bricks. 
[0002] In the present state of the art, bricks with an old is 
or rustic appearance are made by taking bricks fired by 
the conventional method and placing them in a rotating 
drum in order to obtain a roughened surface and round 
off the corners and edges. The bricks thus treated may 
then have colouring materials added to them. 20 
[0003] This method has the disadvantage that a great 
deal of energy is required to round off already-fired 
bricks in a rotating drum, which results in a relatively 
large number of bricks being damaged or destroyed. 
Damaged bricks may not actually break until later, after 2s 
being packaged and transported, resulting in a lower- 
quality batch of bricks. Another disadvantage is that 
treating hard, fired bricks causes a great deal of wear on 
the installations used. Furthermore, the loose bits that 
come free during rounding of the fired bricks cannot be 30 
recycled, and thus have to be considered as waste. 
Whenever such bricks have to be coloured after treat- 
ment in said drum, the adhesion of the colouring mate- 
rial to said bricks is relatively weak. 

us 1 ^im, jf 075 cmmz &m us ^ 

1840 396 descrioe a method for treating bricks in which 
the surface of the bricks is treated with steel brushes, 
sand-blasted or shot-blasted before firing. These meth- 
ods have the disadvantage that material on the sides of 
the bricks is removed in an essentially even manner. 40 
whereby any colouring materials or sanding applied to 
the bricks also disappears. Also, the veining structure 
which is present is removed virtually altogether. The use 
of steel brushes, sand blasting or shot blasting is rela- 
tively expensive and demands a high consumption of 4S 
energy. 

[0005] Patent application AU 513 148 concerns a 
method for treating lumps of day to be fired which ena- 
bles bricks to be obtained that as closely as possible 
resemble the appearance of hand-made bricks, with a so 
relatively smooth surface and uniformly rounded edges 
and comers. 

[0006] The aim of the invention is to overcome these 
disadvantages and to present bricks with the appear- 
ance of old or rustic bricks and to produce them in a way ss 
that requires less energy, causes much less wear on the 
machinery, and gives high quality and good colour-fast- 
ness. The method according to the invention also leads 



to a minimum number of bricks being broken during the 
manufacturing process. 

[0007] To that end. said blocks are subjected to a sur- 
face treatment after drying as mentioned above and 
before firing, in such a way that they undergo a change 
of surface structure and, after firing, take on more spe- 
cifically the appearance of old or rustic bricks, such for 
example as scove bricks. 

[0008] Advantageously, the comers of said blocks are 
at least partially rounded off during said surface treat- 
ment 

[0009] In an advantageous manner, between drying 
and firing, said blocks can be allowed to move freely 
with respect to each other in a rotating drum, so that 
among others comers and/or edges of said blocks are 
at least partially rounded off, and so that the surface of 
the blocks may possibly be roughened so as to obtain a 
certain relief. 

[0010] According to a particular embodiment of the 
method according to the invention, colouring materials 
in liquid or powder form are added to said blocks after 
said surface treatment and 2 before firing. 
[0011] According to a preferred errtxxfiment of the 
method according to the invention, the blocks are fired 
at a temperature such that they show heterogeneous 
shrinkage which can vary from block to block 
[001 2] According to a further preferred embodiment of 
the method according to the invention, a heterogeneous 
temperature distribution is created during firing, so that 
said blocks show varying shrinkage and/or colour with 
respect to each other. 

[001 3] The invention also concerns an installation for 
manufacturing the bricks of fired day and/or mud, involv- 
ing a press for shaping the blocks of clay and/or mud 
'(rr^'sf^ia.dimensic^^ z?.}vf*x§ s:^:r. . 
drying said blocks and a kiln for firing them. 
[0014] This installation is characterised by the fact that 
it comprises a surface treatment system that makes it 
possible to change the surface structure of the dried 
blocks in such a way that, after firing, they take on the 
appearance of old or rustic bricks, such as scove bricks. 
[0015] Other features and advantages of the invention 
will be apparent from the following description of several 
specific embodiments of the method and installation 
according to the invention; this description is given by 
way of example only and does not limit the scope of the 
protection claimed; the reference figures used below 
relate to the attached drawings. 

Fig. 1 is a schematic block diagram of the different 
steps of the method according to the invention. 
Rg. 2 is a schematic perspective representation of 
a drum according to a first embodiment of the 
installation according to the invention. 
Rg. 3 is a schematic side view of a drum according 
to a second embodiment of the installation accord- 
ing to the invention. 

Rg. 4 is a schematic perspective representation of 
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a part of a third embodiment of the installation 
according to the invention. 
Fig. 5 is a schematic perspective representation of 
a row of blocks after application of the method 
according to the invention with the help of the instal- '5 
latton in fig. 4. 

Fig. 6 is a schematic side view of a part of a fourth 
embodiment of the installation according to the 
invention. 

10 

[0016] In the different drawings, the same reference 
figures relate to the same or similar elements. 
[0017] In the method according to the invention, as 
shown in the drawing in fig. 1, the clay and/or mud is 
pre-treated in a first step 1 according to a process which 75 
in itself is known, in which extra ingredients may possi- 
bly be added. In a second step 2 of the method, the pre- 
treated clay or mud is divided into lumps. The surface of 
these lumps is coated with sand and possibly also with 
colouring materials. In contrast to the amount of sand 20 
used in the present state of the art, an excessive 
amount of sand is used here. 
[0018] These lumps are pressed into conventional 
brick moulds. Such moulds are used to give the lumps a 
shape and dimensions that correspond substantially to 25 
the final shape of a normal brick. In view of the fact that 
the lumps of clay or mud have been rolled in an exces- 
sive amount of sand, the pressed blocks obtained by 
pressing said lumps into the mould are relatively irregu- 
lar and rounded in comparison with those obtained 30 
according to the conventional method in which smaller 
amounts of sand are used. 

[0019] The carpet of sand in which the lumps are 
rolled generally has a thickness of 2 cm, while in the 
cc^e;rapnnh.:^i6&^ cry- as- 8 

said lumps are pressed irto ^e moulcte, face sanalng is 
carried out by means of compressed air blowers for a 
duration of one second instead of the usual duration of 
0.3 seconds. 

[0020] Next, in a third step 3 of the method according 40 
to the invention, said blocks are transported to a drying 
system where practically all moisture is removed from 
the lumps, so that they have for example a maximum 
moisture content of 4%. This drying system can for 
example consist of a drying chamber or drying tunnel. 45 
[0021] After drying, the blocks are subjected, in a 
fourth step 4 of the method according to the invention, 
to a surface treatment. 

[0022] In this fourth step 4, at least part of the layer of 
sand formed as described above is removed from the so 
blocks. In addition, the blocks thus obtained are then 
subjected to a surface treatment so that the edges 
and/or comers of the blocks are rounded, and their sur- 
faces are possibly also made at least partially rough. In 
this step, the dried blocks do not undergo any plastic 55 
deformation. 

[0023] Since the dried blocks have still not been fired 
and so have rather low solidity, it is easy to carry out the 



surface treatment with a relatively small consumption of 
energy and little wear on the machine. A further advan- 
tage of applying this treatment before firing is the fact 
that the sand and clay or mud that come away as loose 
particles can be recycled without any problem into the 
clay and/or mud from which the above-mentioned lumps 
were made. This is in contrast to the existing methods in 
which waste is produced that consists of already-fired 
clay or mud which cannot be recycled. 
[0024] In a first embodiment of the method according 
to the invention, during the surface treatment the blocks 
are moved loosely over one another, and so grind over 
one another. For this purpose the dried blocks are pref- 
erably allowed to move freely with respect to each other 
in a rotating drum. This drum preferably has a hard wall 
which is provided with projections, and which for exam- 
ple is made of steel. In this way the edges and/or cor- 
ners of said blocks are at least partly broken off and/or 
ground off, and possibly the surface is made rough so 
that if obtains a certain relief. Furthermore, the charac- 
teristic veined structure and the sanding of the blocks is 
retained, as are the colouring materials applied. 
[0025] A first embodiment of the installation for apply- 
ing this method is shown in fig. 2. The installation com- 
prises a drum 8 which rests on bearings 9 and which 
can rotate about its axis 10. For this purpose the drum 8 
is driven by a motor (not shown in the drawing). The 
bearings 9 are mounted on a chassis 1 1 which, on one 
side, has a hinging point 39 and, on the other, can be 
tilted according to arrow 12, in such a way that the incli- 
nation of the drum 8 can be adjusted according to the 
nature of the blocks to be treated and according to the 
speed of rotation of the drum 8. The time during which 
the blocks remain in said drum 8 depends on, among 

said drum 8, artU or. the nature and density of the mate- 
rial of which the blocks are made. 
[0026] The drum 8 preferably has a diameter of 1 to 
1 .5 m and rotates at a speed of between 20 and 60 rev- 
olutions per rrrinuta The motor power is generally 2.5 to 
5.5 kW. 

[0027] At the lower end of the drum 8 is a slide plate 
13 by means of which the blocks leaving the drum 8 via 
the open end 14 of the latter are guided to a vforating 
trough or conveyor belt 15, where the blocks are sorted 
and the damaged blocks removed. The blocks are then 
stacked in rows, in order to be fired in the following step 
6 according to the invention. 

[0028] The blocks coming from the drying system are 
taken into the drum 8 by a conveyor belt 21 at the open 
end 16. 

[0029] Furthermore, said drum 8 preferably contains 
baffles - also not shown, but known in themselves - 
which during rotation carry the blocks to a certain height 
so that said blocks then fall down inside the drum 8, as 
a result of which the corners and edges of the blocks 
become rounded through interaction with the inside wall 
of the drum 8 and with each other. The number of bat- 
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ties is adjusted according to the dimensions of the 
blocks, the desired degree of rounding or roughness, 
the speed of rotation and the inclination of the drum 8. 
[0030] Since in the method according to the invention 
the surface treatment is applied to dried blocks, the wall 
of the drum 8 is much less liable to wear than is the case 
with blocks that have already been fired. 
[0031 ] The wail of the drum 8 is provided with open- 
ings - not shown in the drawings - which ensure that 
loose particles broken off during the surface treatment 
are continuously removed from the drum 8 through said 
openings. Such loose particles consist mainly of the 
sand which is applied to the lumps in step 2 and 
removed from the blocks, and of particles of day that 
come loose from the blocks during the rounding of the 
corners and edges, and possibly also of colouring mate- 
rials. Said openings are for example 200 mm by 30 mm 
in size, with substantially 50 openings per square metre. 
[0032] During the rotation of the drum 8, in the method 
according to the invention, colouring materials are 
added to the blocks via a distribution device that is pref- 
erably mounted in said drum, but not shown here. Said 
colouring materials can be applied in liquid or powder 
form. 

[0033] In certain cases, depending on the desired 
result, said colouring materials may possibly be added 
before and/or after treatment of the blocks in the drum 8. 
[0034] Adding the colouring materials before firing 
ensures that durable adhesion on and in the blocks is 
obtained. 

[0035] A second embodiment of the installation for 
applying this method is shown in fig. 3. This differs from 
the embodiment shown in fig. 2 in that the drum 8 only 
has an opening at one end 16, which serves both as the 
^.arrtrytapil opening. Ir ^$i!G£ r v-iacS ^uavC ;c 

mounted on a supporting frame 17 which is mounted sn 
bearings so that it can rotate on a chassis 11 by means 
of two shafts 18 and 19 in line with each other. 
[0036] The drum 8 is supported at the sides by bear- 
ings 9 so that said drum can rotate about its axis 10 in 
the carrying frame 17. At the closed end 14 of the drum 
8 is a motor 20 by means of which the drum can be 
driven. The drum is preferably driven at a speed of 5 to 
60 revolutions per minute. The motor 20 can consist of 
an electric, hydraulic or pneumatic motor whose speed 
can be regulated. The drum preferably has a diameter 
of between 1.5 and 2 metres and a length of between 1 
and 2 metres. 

[0037] Said blocks are led into the drum 8 via a con- 
veyor belt 21 when the entrance opening is located at 
the top, or in other words when said axis 10 is substan- 
tially vertical. The drum 8 is then titled around the shafts 
18 and 19 to an angle of around 30*. In that position, the 
blocks are subjected to the surface treatment described 
above by rotating the drum 8 about its axis 1 0 and pos- 
sibly adding colouring material. 
[0038] To remove the blocks from the drum 8, the lat- 
ter is tilted further round the shafts 18 and 19 until the 



blocks, together with the above-mentioned loose parti- 
cles, fall out of said exit opening at the side 16 of the 
drum 8. In this way the drum is emptied onto a conveyor 
belt - not shown in the figure - which leads the blocks 

5 and loose particles to a screening device which sepa- 
rates the particles from the blocks. 
[0039] Said screening device can possibly be incorpo- 
rated into said conveyor belt comprising for this pur- 
pose parallel transport rollers mounted at a distance 

10 from each other in such a way that the blocks are car- 
ried over them, while the loose particles fall between 
said rollers and are thus separated from said blocks. 
[0040] In a simplified, third embodiment of an installa- 
tion for applying the method according to the invention, 

15 when said dried blocks leave the drying system they are 
pressed against a plate provided with projections. Said 
projections penetrate the blocks and so ensure that the 
material of the blocks comes loose and their surface is 
made rough and uneven. In this case, the position of 

20 said projections with respect to the blocks is preferably 
chosen in such a way that at least one of said projec- 
tions coincides with the edges and/or comers of the 
blocks, so that the latter are rounded off. . 
[0041] More specifically, in this method according to 

25 the invention, the blocks are clamped between grippers 
featuring the aforesaid projections. 
[0042] Such a gripper 22 is shown in fig. 4. Said grip- 
per 22 has two parallel plates 23 and 24, each provided 
with teeth or projections 25. Said plates 23 and 24 are 

30 located at a distance from each other such that a row of 
blocks can be placed between them. In addition, hinge 
points 39 and a pneumatic or hydraulic piston 40 are 
provided which enable said plates 23 and 24 to be 
moved towards each other with an appropriate force in 
'fro c&cq&T: frsdfc&te: hy &s srnsws 2&*nd 27, in *iz : -i ■« 
a way that the row of blocks is damped between them 
and said projections 25 penetrate the blocks. 
[0043] In this way, a row of blocks clamped in the grip- 
per 22 may possibly be moved by means of the same. 

40 Conventional grippers used for this purpose have no 
such projections 25 but are smooth or lined with plastic, 
the aim being that, on the contrary, they should not 
damage the blocks being moved. 
[0044] A row of blocks 28 is shown schematically in 

45 fig. 5 where, as a result of the blocks being pressed 
against the projections 25 of said gripper 22, material 
has come loose from the blocks so that their comers 
and/or edges 29 have been partially rounded, bevelled 
and/or broken off. 

so [0045] After applying the above-mentioned surface 
treatment with the help of the grippers 22, colouring 
material may possibly be added to the blocks. 
[0046] According to another variant of the methods 
according to the invention as described above, the sur- 

55 face, edges and/or corners of the blocks are worked 
with a hammer 30, as shown in fig. 6. For this purpose, 
successive blows of the hammer 30 are given on the 
surface of the edges or comers of the blocks 31, in such 
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a way that said surface becomes uneven and the edges 
and corners 29 are rounded off. 
[0047] For this purpose, the installation according to 
the invention comprises a hammer 30 which includes a 
lever 32 which is attached to a hinge 33 about which it 
can rotate. In addition, the hammer 30 has a peen 34 
attached to the lever 32 at the end opposite to the hinge 
33. The hammer 30 rests on a cam 35 which rotates 
about a horizontal shaft 36 mounted between said peen 
34 and the hinge 33. 

[0048] In this way, when the cam 35 rotates, the ham- 
mer 30 is subjected to a toand-fro rotational motion 
about the hinge 33. The peen 34 is accordingly sub- 
jected to an up-and-down movement, as indicated by 
the arrow 37. During this motion of the peen 34, the row 
of blocks 28 is moved under said hammer 30 by means 
of a conveyor belt 38, in such a way that when the peen 
34 is at its highest position, said row of blocks can move 
freely under the hammer 30 stepwise over a distance 
equal to the thickness of a block or a part of that dis- 
tance. In this way, the peen 34 falls on at least the adja- 
cent edges of two successive blocks, in such a manner 
that those edges break off, as is shown clearly in fig. 6. 
Various hammers 30 can be mounted side by side or 
one after the other, in order to increase the machine 
capacity. 

[0049] After breaking off the edges and comers during 
the surface treatment in said fourth step 4 of the method 
according to the invention, in a fifth step 5 the blocks are 
preferably stacked in layers on kiln trolleys. This stack- 
ing can possibly be done using the above-mentioned 
grippers 22. 

[0050] During the stacking of the blocks, additives are 
added between the different layers. Said addftrves can 
fc>: cxsn pte be -jr^Jzi or minerai tiyss such as 
CaCO^, ^6263. KC. in powder form or in suspension 
with water. This ensures that after the blocks have been 
fired, colour variations are obtained which approximate 
those found in scove bricks. 

[0051 ] Next, in a sixth step 6 of the method according 
to the invention, the blocks stacked in layers are brought 
into a kiln which itself is known, and fired. In order to 
approximate as closely as possible the irregularities in 
colour, shape and dimensions of scove bricks, a tem- 
perature is generated in the kiln which produces hetero- 
geneous shrinkage of the blocks. In this way, the 
dimensions of the bricks produced or the blocks fired 
can differ from one to another. 
[0052] This is achieved by among other things creat- 
ing a heterogeneous temperature distrfoution in the kiln, 
for example by operating the burners in the kiln at differ- 
ent settings. 

[0033] Furthermore, irregular shrinkage of the blocks 
is achieved by firing them at a higher temperature than 
for conventional bricks. For example, for blocks made 
from yellow clay, a temperature of 1090°C is used 
instead of 1075°C. For red clay, a firing temperature of 
1 100°C is used instead of 1085°C. 



[0054] In an advantageous manner, the blocks can be 
f ired in a strongly reducing atmosphere. 
[0055] After firing the blocks, bricks are obtained 
which very closely approximate the appearance, colour 
5 and dimensions of scove bricks. Moreover the bricks 
produced in this way have greater strength than scove 
bricks, or imitation scove bricks produced in the conven- 
tional manner. 

[0056] In the seventh step 7 of the method according 
10 to the invention, as shown in fig. 1 , the bricks produced 
are packaged once they have cooled to ambient tem- 
perature. 

[0057] To further illustrate the invention, a specific 
embodiment of the method according to the invention is 

15 described below, said method being carried out by 
means of the installation shown in figs. 1 and 2. 
[0058] In this specific embodiment in a first step 1 a 
mixture was prepared comprising 80% red-firing clay 
and 20% yellow-f iring clay with a maximum CaCOs con- 

20 tent of 3%, obtained from the Veldwezert clay-its. This 
clay had a moisture content of 10%. In adcfition, sand 
was used with a moisture content of 10% and a grain 
size of 0.5 to 2 mm, obtained from the Zutendaal quarry. 
Chalk powder (CaCCy with a grain size of 40 um and 

25 Fe&Oa with a grain size of 45 um were added. 

[0059] The clay was mixed in single-shaft, open mix- 
ers, known in themselves, with a diameter of 1.2 m and 
a length of 6 m. During mixing, ground water was added 
in quantities such that the moisture content after mixing 

30 was around 24% The time spent in the mixers was 
twenty minutes. 

[0060] In a following step 2, the lumps obtained were 
shaped using an "Aberson" press operating at 30 
strokes per minute. The face sanding was set to one 

■sf^ minute texl thic*ets<es c£ 4fe^sxK;^:-.;V^;:^ '■• 
Chalk powder was applied to the lumps at a rate 0: SO 
kg per hour and FeO x was added at a rate of 15 kg per 
hour. The dimensions of the mould box were 225 x 70 x 
107 mm. 

40 [0061] The blocks thus produced were then dried in a 
third step 3 for 48 hours. The drying chamber settings 
were as follows: 24 hours at 65°C, relative humidity 
90%; 12 hours at 75°C, relative humidity 50%; 6 hours 
at 80°, relative humidity 20%; 6 hours at 95°C, relative 

45 humidity 5% After the drying process the blocks were 
left with a residual moisture content of 2%. 
[0062] The blocks measuring 212 x 66 x 102 mm were 
then removed from the drying plates with an automatic 
pusher at a rate of 5,000 blocks per hour, and carried by 

so a 12 metre long, 400 mm wide conveyor belt at a speed 
of 20 m per minute up a gradient of 20°, towards the 
drum in which the so-called "ageing" process according 
to the invention took place. 

[0063] The drum in question was 1 m in diameter and 
55 4 m in length, while the reduction motor drive had a 
power of 1.5 kW. The speed of rotation of the drum was 
15 revolutions per minute, with the drum set at an incli- 
nation of 15°. In addition the drum contained three baf- 
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ties, each in the form of a metal plate measuring 30 x 1 0 
x 4000 mm. The wall off the drum had openings measur- 
ing 200 x 10 mm, spread out at a rate of 50 openings 
perm 2 . 

[0064] The blocks remained in the drum for 30 sec- 
onds. 

[0065] Colouring material was added to the blocks in 
the drum. For this purpose a supply system was pro- 
vided consisting of a storage drum of 200 litres, a dia- 
phragm valve and a worm pump of 0.75 kW and a 
rotation speed of 125 to 325 rpm, giving a flow rate of 
500 to 1,100 litres per hour. The maximum pressure 
was 4 bar. This supply system also comprised three 
injectors in the drum with a bore diameter of 2mm. 
[0066] The colouring material used consisted of a sus- 
pension of 100 g CaCOa powder per litre of water, 
added at a rate of 100 litres per hour. 
[0067] After treatment in the drum, the blocks were 
carried off along a 600 mm wide flat conveyor belt 
traveling at a speed of 5 metres per minute. 
[0068] In the fifth step 5, the blocks were stacked on 
tunnel kiln trolleys. This was done manually in stacks of 
125 blocks of 1 metre long and 10 layers high. The sep- 
aration distance between the stacks was 300 mm. 
Granules of coal were scattered between the different 
layers, using 50 kg of coal granules per 10,000 blocks. 
This was done on half of the layers and on half of the 
stacks. 

[0069] Next in the sixth step 6, the blocks thus 
stacked were fired in a tunnel kiln set for 1 1 5 tonnes per 
24 hours, with a firing temperature of 1,100°C, 12 hours 
top fire and a dwell time in the kiln of 90 hours. The 
burner air pressure in the kiln was 15 mbar. Half of the 
burner tubes had a flow rate of 3 m 3 per hour, the other 

[0070] In a last step 7; the bricks obtained * v*s;e pal- 
letised with 500 bricks per pallet This was preferably 
done using an automatic unloading machine. 
[0071] The invention is of course not limited to the 
embodiments described above and shown in the 
accompanying drawings. For example, other methods 
can be used for forming the blocks (step 2), such as the 
well-known extrusion presses or machine mould 
presses instead of the classic hand mould press. Also 
for example, other surface treatments can be carried out 
between the drying and the firing of the blocks, such for 
instance as rounding off the blocks on a vibrating plate, 
with the blocks bumping and grinding against one 
another. The blocks can also for example be treated 
with vibrating needles. Various types of devices - known 
or otherwise - can be used for carrying out the above- 
mentioned steps. 

Claims 

1. Method for producing bricks made of fired clay or 
mud, more specifically fagade bricks, according to 
which clay or mud is pre-treated and ingredients 



which themselves may or may not be known are 
added to it, after which the pre-treated day or mud 
is divided into lumps, which are pressed in moulds 
in order to obtain blocks of certain dimensions and 

5 shape, and the blocks thus obtained are dried and 
then fired to obtain said brick, characterised in that 
between the above-mentioned drying and firing, 
said blocks are subjected to a surface treatment in 
such a manner that they undergo a change of sur- 

w face structure and, after firing, take on more specif- 
ically the appearance of old or rustic bricks, such for 
example as scove bricks 

2. Method according to claim 1 , characterised in that 
75 in the above-mentioned surface treatment the cor- 
ners (29) of said blocks are at least partially 
rounded off. 

3. Method according to claim 1 or 2, characterised in 
20 that between drying and firing, said blocks are 

moved loosely over one another and ground. 

4. Method according to one of claims 1 to 3, charac- 
terised in that between drying and firing, said 

25 blocks are pressed against a plate with projections 
(25), so that said projections (25) penetrate said 
blocks, and that material is removed from the sur- 
face and/or corners (29) of said blocks. 

30 5. Method according to claim 4, characterised in that 
said blocks are clamped between grippers (22) pro- 
vided with said projections (25). 

6. Method according to one of claims 1 to 5, charac- 
?t> tosissci 'insist \y*:i?x&t ^>mi llrhig, s&d./^' 

blocks are aiiowec to move freely with respect U> 
each other in a rotating drum (8) so that among 
other things the corners and/or edges (29) of said 
blocks are at least partially broken off, and the sur- 
40 face of the blocks is possibly roughened so as to 
obtain a certain relief. 

7. Method according to one of claims 1 to 6, charac- 
terised in that the surface of said blocks is treated 

45 with hammers (30) in such a way that the edges 
and/or comers (29) of the blocks are broken and/or 
rounded off and a random relief is created on the 
surface of the blocks. 

so 8. Method according to one of claims 1 to 7, charac- 
terised in that during or after said surface treat- 
ment and before firing, colouring materials in liquid 
or powder form are applied to said blocks. 

ss 9. Method according to one of claims 1 to 8, charac- 
terised in that after the surface treatment when 
the blocks are stacked in layers for firing, additives 
such as colouring materials or coal granules are 
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added between said blocks or said layers, in order 
to obtain, after firing, certain colour shades which 
for example approximate those of scove bricks. 

10. Method according to one of claims 1 to 9, charac- s 
terised In that the blocks are f ired at a temperature 
such that they show a heterogeneous shrinkage 
which can vary from block to block. 

11. Method according to claim 10, characterised in w 
that said temperature, for blocks consisting essen- 
tially of red and/or yellow clay, is essentially 
between 1075°C and 1100°C, more specifically 
around 1090°C for yellow clay and 1 100°C for red 
clay. is 

12. Method according to one of claims 1 to 1 1 , charac- 
terised in that during firing, the temperature is het- 
erogeneously distributed, imparting to said blocks a 
shrinkage and/or colour that differs from one block 20 
to another. 

13. Method according to one of claims 1 to 12, charac- 
terised in that the loose particles obtained in the 
surface treatment are recycled into the day and/or 25 
mud from which said blocks are made. 

14. Installation for making bricks from day and/or mud, 
with a press for forming blocks of day and/or mud of 
particular dimensions and shape, a drying system 30 
for drying said blocks, and a kiln for firing the same, 
characterised In that it comprises a surface treat- 
ment system that enables the surface structure of 
the dried blocks to be changed in such a way that 

rustic bricits, such for example as scove bricks. " 
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